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© Method and apparatus for producing plastic products. 



© A method and apparatus for producing plastic products from waste materials by: cutting into pieces a 
thermoplastic material having a loss factor higher than 0.005 such as to have a high absorbence of radio- 
frequency radiation, mixing the pieces with at least one other particulate material (16,18,20), depositing the 
mixture on a supporting surface (2); and applying radio-frequency radiation (22) to the mixture sufficient to soften 
mainly the outer surfaces of the pieces of thermoplastic material by dielectric heating (22), while applying 
pressure to the mixture (20) to bond the mixture together by sintering. 
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The present invention relates to a method and apparatus for producing plastic products. The invention 
is particularly useful for recycling waste plastic materials and is therefore described below with respect to 
this application. 

The increase in usage of plastic materials in everyday life has created a serious disposal problem since 
5 most types of plastic materials are not readily degradable. Efforts are therefore continually being made to 
develop methods for recycling waste plastic materials not only to alleviate the waste-disposal and pollution 
problems, but also to lower the need for virgin plastic and other raw materials (e.g., wood) in producing 
various products and thereby to lower the cost of such products. 

According to one aspect of the present invention, there is provided a method of producing plastic 
w products comprising: cutting into piece a thermoplastic material having a loss factor higher than 0.005 such 
as to have a high absorbence of radio-frequency radiation, the pieces being cut so that the bulk of the 
pieces have a size of 2-10 mm in their largest dimension; mixing the pieces of thermoplastic material with 
at least one other particulate material; depositing the mixture on a supporting surface; and applying radio- 
frequency (RF) radiation to the mixture sufficient to soften only the outer surfaces of the pieces of 
75 thermoplastic material by dielectric heating, while applying pressure to the mixture to bond the mixture 
together by sintering. 

The "loss factor" of a material is defined as the power factor of the material multiplied by its dielectric 
constant, and determines the amount of heat generated in the material in the presence of RF radiation. A 
particularly suitable material is polyvinyl chloride, which has a loss factor ranging from 0.0054 to 0.32. Other 
20 high-loss factor materials that may be used are the acrylic resins which have a loss factor ranging from 
0.056 to 0.1, and polycarbonates which have a loss factor of up to about 0.009. 

The mixture may also include an organic plastic material having a loss factor lower than 0.005, i.e., 
having a low absorbence of radio-frequency radiation. This latter material is also cut into pieces such that 
the bulk thereof are from 2 to 10 mm in their largest dimension. Examples of such other materials are 
25 polyethylene having a loss factor of 0.00046 to 0.00072, polystyrene having a loss factor of about 0.00025, 
and polypropylene having a loss factor of about 0.00085. Where the low RF radiation absorbent material is 
also a thermoplastic, its outer surface is also softened by the heat generated in the plastic material of high 
RF radiation absorbence. The added materials of low RF radiation absorbence may also be thermosetting 
materials, in which case the softened thermoplastic material acts as a cement bonding together the 
30 thermosetting plastic pieces. 

The method of the present invention thus permits strong solid products to be produced by sintering 
mixtures of different waste plastics which otherwise might be mutually incompatible if melted and mixed 
together. The mixture may include various other materials (e.g., stone, metal, wood, paper, glass, etc.) 
which might be present in the waste materials and otherwise costly to remove. 
35 Such a method is therefore particularly useful for recycling waste plastic materials of various types. 

According to another aspect of the present invention, there is provided apparatus for producing plastic 
products, also particularly useful for recycling plastics, comprising: a table extending longitudinally of the 
apparatus; a first conveyor belt moving longitudinally over the table; a second conveyor belt moving with 
and aligned over the first conveyor belt at an angle which converges therewith from one end to the opposite 
40 end of the first conveyor belt; and a plurality of pairs of radio-frequency electrodes spaced longitudinally 
along the length of, and straddling, the two conveyor belts. 

Further features and advantages of the invention will be apparent from the description below. 

The invention is herein described, by way of example only, with reference to the accompanying 
drawings, wherein: 

45 Fig. 1 schematically illustrates one form of apparatus for recycling plastic materials in accordance with 
the present invention; 

Fig. 2 illustrates a batch method for recycling plastic materials in accordance with the present invention; 
Fig. 3 schematically illustrates another form of apparatus for recycling plastic materials in accordance 
with the present invention; 
50 Fig. 4 is an enlarged fragmentary view of a part of the apparatus of Fig. 3; 

and Fig. 5 illustrates one of the radio-frequency electrodes used in the apparatus of Figs. 3 and 4. 
The apparatus illustrated in Fig. 1 includes a closed-loop conveyor belt 2 driven by a pair of drums 4, 6 
over a table 8. The plastic materials to be recycled may be unselected waste materials obtained from 
various source but includes at least one thermoplastic material having a loss factor higher than 0.005 such 
55 as to have a high absorbence of RF radiation. The waste plastic materials are cut into pieces of various 
sizes such that the bulk of the pieces are between 2 mm and 10 mm in their largest dimension. The cut 
pieces are mixed together and supplied via three hoppers 10, 12 and 14, onto the conveyor belt 2 as it 
moves over table 8. The mixture supplied via hopper 10 is compacted into a first layer on belt 2 by means 
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of a compacting roller 16 before the second layer is applied from the second hopper 12. The latter mixture 
is compacted onto the first layer by a second compacting roller 18, before the mixture from the third hopper 
14 is applied thereover to define a third layer. 

The three layers of the mixture on the conveyor belt 2 then move between a pressure roller 20 
5 overlying the conveyor belt 2 and a radio-frequency (RF) heater 22 underlying the conveyor belt 2 and the 
table 8 on which the belt is supported. Alternatively, the RF heating could be effected by a pair of RF 
electrodes, straddling the conveyor and mixture just before the pressure roller 20. The RF heater 22 heats 
the mixture by dielectric heating sufficiently to soften mainly the outer surfaces of the thermoplastic pieces. 
The pressure roller 20 presses the plastic pieces together and against the conveyor belt as it moves over 
w the table 8, to bond the plastic pieces into a continuous plastic sheet or board. 

The apparatus illustrated in Fig. 1 further includes a cutter blade 24 overlying the so-produced plastic 
sheet. Cutter blade 24 is moved by a drive 26 with the plastic sheet outputted by the apparatus, as 
synchronized by a speed sensor 28, and is driven against the sheet in order to cut it into segments of any 
desired length. 

75 The mixture of materials deposited on the conveyor belt includes pieces of at least one thermoplastic 
material having a loss factor higher than 0.005, such as to have a high absorbence of radio-frequency 
radiation. The mixture preferably also includes at least one other organic plastic material having a loss 
factor lower than 0.005, such as to have a low absorbence of RF radiation. 

For example, the plastic materials may be a mixture including rigid polyvinyl chloride, polyethylene, 

20 polystyrene, and/or polycarbonate wastes cut into pieces such that the bulk of the pieces are within the 
range of 2-10 mm; the RF heater 22 may be in the radio-frequency range, e.g., 13.56 MHz or 27.12 MHz, or 
in the microwave range, e.g., 915 or 2450 MHz. It should be capable of heating the plastic pieces by 
dielectric heating to a temperature of 110°-200°C to soften mainly their outer surfaces. The pressure roller 
20 may apply a pressure within the range of 0.5 to 3 KGm/cm 2 . 

25 Following is one example of a mixture of plastic pieces that could be used in the apparatus illustrated in 
Fig. 1 (the parts being given by weight): 



Polyvinyl chloride (rigid) 


33% 


Polyethylene 


33% 


Polystyrene 


28% 


Polycarbonate 


6% 



The mixture could also include particles of an inorganic material having a high absorbence of RF 
35 radiation. A particularly useful material for this purpose is aluminum silicate. Such materials, being highly 
absorbent of RF radiation, enhance the concentration of the heat energy at the interfaces between the 
plastic pieces. When aluminum silicate is used, it is preferably included from 0.5 to 5.0%, by weight of the 
mixture. Following is another example of a mixture which includes aluminum silicate: 



Polyvinyl chloride (rigid) 


32% 


Polyethylene 


32% 


Polystyrene 


27% 


Polycarbonate 


6% 


Aluminum silicate 


3% 



The mixture could include other additives, for example a liquid material which polymerizes when heated 
to bond the plastic pieces together. An example of such a bonding material is an epoxy resin monomer 
which readily coats or wets the outer surfaces of the plastic pieces and which polymerizes at room 

50 temperature, or when heated to a temperature of about 50-1 00 °C, to bind the cut pieces together. The 
liquid binding agent used could also be a thermoplastic resin having a relatively low melting point (e.g., 
120°C) such that when it is heated, it melts and readily wets the cut pieces of plastic and binds them 
together when the mixture cools. 

It will be appreciated that in the sheets or boards produced as illustrated in Fig. 1, one or both of the 

55 outer face layers could be relatively thin layers made of a virgin plastic material sintered in situ, or 
prefabricated thin sheets, whereas the recycled plastic (e.g., of one of the above compositions) could be 
applied as one or more relatively thick intermediate layers. In such a construction, the resulting laminated 
board would have the outer appearance of virgin plastic material even though a good portion, or even the 
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bulk, of the laminated board is actually made of the recycled plastic waste materials. Also, thin metal or 
wood (veneer) foils could be used as the outer face layers instead of plastic sheets or films. 

Fig. 2 ilustrates a method in which a mixture of one or more types of the above plastic materials to be 
recycled are cut into pieces and are deposited in the form of a layer 200 on a preformed plastic sheet 202 
5 inside a mould 204 made of a material which is transparent to RF radiation. Another preformed plastic sheet 
206 may then be laid on top of the layer of plastic pieces 200, and then the top panel 208 of the open 
mould is closed. The complete assembly is heated by RF radiation to soften mainly the outer surfaces of 
the plastic pieces 200, as well as the inner surfaces of the two plastic sheets 202 and 206. Pressure is 
applied between the two mould panels 204 and 208 to bond all the foregoing plastic materials into a single 
w panel or board, or relatively flat shaped solid products. 

The so-produced panel or board thus has the appearance of virgin plastic material since one or both of 
its two outer faces are made of such a material. The bulk of its volume, however, is constituted of the 
reclaimed plastic materials. In some cases, a metal foil or thin wood layer can be used as one or both face 
layers instead of plastic. 

75 Figs. 3-5 illustrate a further form of apparatus that may be used. As shown in Fig. 3, the apparatus 
includes a table 300 extending longitudinally of the apparatus; a first closed-loop conveyor belt 301 moving 
longitudinally over the table; and a second close-loop conveyor belt 302 moving with and aligned over 
conveyor belt 301. Conveyor belt 302 is located at an angle v/ith respect to conveyor belt 301 such that it is 
spaced therefrom at the entrance end 303 of the apparatus and converges towards it at the exit end 304 of 

so the apparatus when the belt 302 is spaced from belt 301 a distance equal to the thickness of the board to 
be produced by the apparatus. 

The mixture of plastic materials is deposited onto conveyor belt 301 from one or more hoppers 305 by 
means of accurate weight feeders or other feeders, each including a compactor roller 306. If desired, 
preformed sheets 307, 308, may be applied to the opposite sides of the material deposited onto conveyor 

25 belt 301 by supply rollers 309, 310, respectively. 

The two conveyor belts 301, 302 are straddled by a plurality of pairs of RF electrodes 311-316 spaced 
longitudinally along the length of the two conveyor belts. Thus, as shown in Fig. 4, electrode pair 311 
includes a lower electrode 311a underlying and engaging the lower belt 301, and an upper electrode 311b 
overlying and engaging the upper belt 302. These electrodes fix the converging angle defined by the upper 

30 belt 302 with respect to the lower belt 301. The material used for the belts must be strong, flexible, 
electrically insulating, and transparent to RF radiation. Preferably, the conveyor belts 301, 302 are made of 
a glass fabric coated with a material having a low dielectric constant, such as polytetrafluorethylene. 

In order to reduce the friction between the electrode plates (e.g., 311a, 311b) and the belts 301, 302, all 
the electrode plates are preferably formed with a plurality of openings, as shown at 320 in Fig. 5, coupled to 

35 a source of compressed air to produce a thin (preferably less than 0.1 mm) air cushion between the 
electrodes and the conveyor belts. Fig. 3 schematically illustrates at 31 7 the source of compressed air, and 
at 318-320 the conduits leading the compressed air to the RF electrodes 311-316. 

Fig. 3 also schematically illustrates the six RF generators 321-326 for the six pairs of electrodes 311- 
316, respectively. Each of the RF generators preferably has a maximum power output of 50 Kw. They are 

40 energized to produce a desired temperature profile, e.g., to gradually increase the temperature of the 
mixture heated in the apparatus as it moves from the entrance end 303 to the exit end 304. As one 
example, the RF generators may be controlled to heat the mixture to a temperature of 20 • C at the entrance 
end 303 and to a maximum temperature of 120-180 °C at the exit end 304, sufficient to soften the outer 
surface of the RF radiation absorbent pieces of plastic (e.g., polyvinyl chloride). The pressure applied by 

45 the upper conveyor belt 301 at its exit end is preferably about 0.3 to 1.2 Kg/cm 2 , sufficient to bond the 
softened particles together with the other elements of the mixture by sintering. 

Where technical features mentioned in any claim are followed by reference signs, those reference signs 
have been included for the sole purpose of increasing the intelligibility of the claims and accordingly, such 
reference signs do not have any limiting effect on the scope of each element identified by way of example 

50 by such reference signs. 

Claims 

1. A method of producing plastic products, comprising: cutting into pieces a thermoplastic material having 
55 a loss factor higher than 0.005 such as to have a high absorbence of radio-frequency radiation, the 
pieces being cut so that the bulk of the pieces have a size of 2-10 mm in their largest dimension; 
mixing said pieces of thermoplastic material with at least one other particulate material; depositing said 
mixture on a supporting surface; and applying radio-frequency radiation to said mixture sufficient to 
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soften mainly the outer surfaces of said pieces of thermoplastic material by dielectric heating, while 
applying pressure to said mixture to bond the mixture together by sintering. 

2. The method according to Claim 1 , wherein said at least one other material is an organic plastic material 
5 having a loss factor preferably lower than 0.005 so as to have a low absorbence of radio-frequency 

radiation, and also cut into pieces such that the bulk thereof are of a size of 2-10 mm in their largest 
dimension. 

3. The method according to either of Claims 1 or 2, wherein said mixture further includes particles of an 
w inorganic material having a high absorbence of radio-frequency radiation. 

4. The method according to Claim 3, wherein said particles of inorganic material are of aluminum silicate. 

5. The method according to any one of Claims 1-4, wherein said mixture is deposited in a plurality of 
15 layers on said supporting surface before being heated by said radio-frequency radiation. 

6. The method according to any one of Claims 1-5, wherein said mixture is deposited on a supporting 
surface in the form of a first conveyor belt moving longitudinally over a table and, while heated by said 
radio-frequency radiation, is subjected to pressure applied thereto by a second conveyor belt moving 

20 with and aligned over said first conveyor belt at an angle which converges therewith from one end of 
the first conveyor belt at which the mixture is deposited thereon, to the opposite end of the first 
conveyor belt. 

7. The method according to Claim 6, wherein said radio-frequency radiation is applied by a plurality of 
25 pairs of radio-frequency electrodes straddling both said conveyor belts and the mixture heated thereby, 

said plurality of pairs of radio-frequency electrodes being spaced longitudinally along the length of the 
two conveyor belts and being energized to gradually increase the temperature of the mixture heated 
thereby according to a predetermined temperature profile as the mixture moves from said one end to 
said opposite end of the first conveyor belt. 

30 

8. The method according to Claim 7, wherein compressed air is applied via openings in said radio- 
frequency electrodes to produce a thin air cushion between the electrodes and each of the two 
conveyor belts. 

35 9. Apparatus for producing plastic products, comprising: a table extending longitudinally of the apparatus; 
a first conveyor belt moving longitudinally over said table; a second conveyor belt moving with and 
aligned over said first conveyor belt at an angle which converges therewith from one end to the 
opposite end of the first conveyor belt; and a plurality of pairs of radio-frequency electrodes spaced 
longitudinally along the length of, and straddling, the two conveyor belts. 

40 

10. The apparatus according to Claim 9, wherein said radio-frequency electrodes are formed with apertures 
and are connected to a source of compressed air to produce a thin air cushion between the electrodes 
and each of the two conveyor belts. 

45 11. A plastic sintered product including pieces of organic plastic material having high absorbence of radio- 
frequency radiation mixed with at least one other material and made according to the method of any 
one of Claims 1-8. 
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